STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 File#: 69.25B
(707) 649-5453 ' '

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000692
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 02-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0659

Type of problem:

Welding [] Concrete [1 Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: PP40, OBG Segment 6AW

Procedural [ Procedural [J Description:
Reference Description: Unapproved Heat Straightening of Deck Plate Diaphragm

Description of Non-Conformance:

During random visual inspection of OBG Segment 6AW, this Caltrans Quality Assurance (QA) Inspector
observed the following:

-ZPMC personnel have performed heat straightening at various locations aong the top flange of the Floorbeam
and the Deck Plate Diaphragm at Panel Point (PP) 40 in OBG segment 6AW.

-Heat Straightening work performed by ZPMC personnel deviated from the procedure shown on
HSR1(B)-8155. Heat signatures were observed on the Deck Plate Diaphragm and the top flange of the
Foorbeam. Theinternally approved HSR1 detailed heat straightening to be performed on the top flange of the
Floorbeam only.

-QA was informed by ABF personnel that HSR1(B)-8155 was issued to correct perpendicular alignment
between the Deck Plate Diaphragm and the Deck Plate.

-HSR1(B)-8155 denotes heat straightening of up to 25mm.

-Not all locations which received heat straightening were identified in HSR1(B)-8155.

-Thejack used during heat straightening was not positioned as detailed in the HSR1.

-The piece marks of the affected Floorbeams at PP40 are as follows: FB011-003, FB003-028, FB033-001. The
piece mark of the Deck Plate Diaphragm at PP40 is X1B.

-The Deck Plate Diaphragm is 716mm tall and 14mm thick.

-The weld numbers for the affected welds at PP40 are as follows; SSD12-PP040-005, SSD12-PP040-006,
SSD12B-PP040-003, FB003-028-004, FB003-028-005, FB011-003-003, FB011-003-004, FB011-003-044,
FB033-001-092, FB033-001-093, and FB033-001-147.

-The members affected by the above mentioned heat straightening work are not designated as SPCM material.

For further information please reference the attached pictures.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)

HEAT STRAIGHTENING , e e i _ N Segment: AW @ Panel Point-40
PP40 SEGMENT 6AW R’ )

Chain fall

Upper floor beam flange

55D12-PP40-006

) 10:24: I:

/

X1B

CHAIN FALL / /

FB033-001-092

FB003-028-005
0900/2010-03-01

Applicablereference:

-Contract Specia Provision, Section 8.3: “For material lessthan or equal to 16 mm thick the contractor shall
not heat straighten members more than 6 in 1000 without prior approval of the Engineer.”

-AWS D1.5/2002 Section 3.7.3; “Members distorted by welding shall be heat straightened by mechanical
means or by carefully supervised application of alimited amount of localized heat as approved by the engineer.
-HSR1(B)-8155

Who discovered the problem:  Manoj Prabhune

Name of individual from Contractor notified: CK Chang

Time and method of notification: 03-01-2010/ 10:35/ Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 03-02-2010/ 08:00/ Verbal

QC Inspector’'s Name: Wang Lu

Was QC Inspector awar e of the problem: L] Yeslvl No

Contractor's proposal to correct the problem:

N/A

Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh,(818) 292-0659, who represents the
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3)

Office of Structural Materials for your project.

Inspected By: Simonis,Jim QA Inspector

Reviewed By: Wahbeh,Mazen SMR

TL-15,Quality Assurance -- Non-Conformance Report Page3of 3



DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 03-Mar-2010
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-SF-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000650
Subject: NCR No. ZPMC-0659

Reference Description:  Unapproved Hesat Straightening of Deck Plate Diaphragm

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 06
Remarks:
During random visual inspection of OBG Segment 6AW, this Caltrans Quality Assurance (QA) Inspector observed the following:
-ZPMC personnel have performed heat straightening at various locations along the top flange of the Floorbeam and the Deck Plate
Diaphragm at Panel Point (PP) 40 in OBG segment 6AW.
-Heat Straightening work performed by ZPMC personnel deviated from the procedure shown on HSR1(B)-8155. Heat signatures were
observed on the Deck Plate Diaphragm and the top flange of the Floorbeam. The internally approved HSR1 detailed heat straightening
to be performed on the top flange of the Floorbeam only.
-QA was informed by ABF personnel that HSR1(B)-8155 was issued to correct perpendicular alignment between the Deck Plate
Diaphragm and the Deck Plate.
-HSR1(B)-8155 denotes heat straightening of up to 25mm.
-Not all locations which received heat straightening were identified in HSR1(B)-8155.
-Thejack used during heat straightening was not positioned as detailed in the HSR1.
-The piece marks of the affected Floorbeams at PP40 are as follows: FB011-003, FB003-028, FB033-001. The piece mark of the Deck
Plate Diaphragm at PP40 is X1B.
-The Deck Plate Diaphragm is 726mm tall and 14mm thick.
-The weld numbers for the affected welds at PP40 are as follows: SSD12-PP040-005, SSD12-PP040-006, SSD12B-PP040-003,
FB003-028-004, FB003-028-005, FB011-003-003, FB011-003-004, FB011-003-044, FB033-001-092, FB033-001-093, and
FB033-001-147.
-The members affected by the above mentioned heat straightening work are not designated as SPCM material.

For further information please reference the attached pictures.

Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the
resolution of thisissue is expected within 7 days.

ol " 05.03.06-000650,NCT
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NCT
( Continued Page 2 of 2 )

Transmitted by:  Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0659

ccC: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao
Filee 05.03.06

05.03.06-000650,NCT Page 2 of 2



Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u o R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 10-Jun-2010

333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000682 Rev: 00
Ref: 05.03.06-000650

Subject:  NCR No. ZPMC-0659

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing NDT after repair to show the welds are acceptable. Note the weld IDs identified in the NCR are
incorrect, the NDT reports reflect the correct weld IDs.

ZPMC is providing NDT after repair to show the welds are acceptable. Note the weld IDs identified in the NCR are incorrect, the NDT reports
reflect the correct weld IDs. Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000682R00;

Caltrans' comments: Status: REJ
Date: 14-Jun-2010

Please provide a description of what actions will be taken to prevent this non-conformance from occurring in the future. Additionally, please
provide a description of the actual methods used during heat straightening as the methods used were not in accordance with the HSR1. Also,
the NDT provided with this NPR cannot be verified as updated weld maps have not been provided showing changes from fillet welds to CIJP
welds. Additionally, weld maps for SEG027* and SEG029* have not been provided to verify the applicability of the NDT results provided.

Submitted by:  Eagen, Sean Date: 14-Jun-2010
Attachment(s):

Page 1 of 1



@ No. B-783
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-6-10
REGARDING: NCR-000692(ZPMC-0659)

ZPMC is providing the HSR1 and sequent NDT records show the acceptable of these welds after
heat straightening. Please be noticed that the welds’ ID identified in NCR are incorrect, the fillets
between Deck panel diaphragm & Floor beam flange have been changed into CJP joints, and the
welds on FB were mis-located. Please check the attached report for correct information. Based on
this, ZPMC is requesting closure of this NCR.

ATTACHMENT:
NCR-000692(ZPMC-0659)
HSR1(B)-8155
B787-UT-11535
B787-UT-11535 R1
B787-MT-21500
B787-MT-19953
B787-MT-19968
B787-MT-21499

b 2
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

aftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 03-Mar-2010
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
! 04-SF-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000650
Subject: NCR No. ZPMC-0659

Reference Description:  Unapproved Heat Straightening of Deck Plate Diaphragm

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control.
] Non-Conformance Resolved.
Material Location: OBG Lift: 06
Remarks:
During random visual inspection of OBG Segment 6AW, this Caltrans Quality Assurance (QA) Inspector observed the following:
-ZPMC personnel have performed heat straightening at various locations along the top flange of the Floorbeam and the Deck Plate
Diaphragm at Panel Point (PP) 40 in OBG segment 6AW.
-Heat Straightening work performed by ZPMC personnel deviated from the procedure shown on HSR1(B)-8155. Heat sig';nﬂlures were
observed on the Deck Plate Diaphragm and the top flange of the Floorbeam. The internally approved HSR1 detailed heat straightening
to be performed on the top flange of the Floorbeam only,
-QA was informed by ABF personnel that HSR1(B)-8155 was issued to correct perpendicular alignment between the Deck Plate
Diaphragm and the Deck Plate.
-HSRI(B)-8155 denotes heat straightening of up to 25mm.
-Not all locations which received heat straightening were identified in HSRI(B)-8135.
-The jack used during heat straightening was not positioned as detailed in the HSR1.
-The picce marks of the affected Floorbearns at PP40 are as follows: FB011-003, FB003-028, FB033-001. The piece mark of the Deck
Plate Diaphragm at PP40 is X1B.
-The Deck Plate Diaphragm is 716mm tall and 14mm thick.
-The weld numbers for the affected welds at PP40 are as follows: SSD12-PP040-005, SSD12-PP040-006, SSD12B-PP040-003,
FB003-028-004, FB003-028-005, FB011-003-003, FBO1 1-003-004, FB011-003-044, FB033-001-092, FB033-001-093, and
FB033-001-147,
-The members affected by the ahove mentioned heat straightening work are not designated as SPCM material.

For further information please reference the attached pictures,
Action Required and/or Action Taken:

Propose a resolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the

resolution of this issue is expected within 7 days.

N7 05.03.06-000650NCT Page I of 2




NCT
( Continued Page 2 of 2 )

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0659

cc: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao
File: 05.03.06

K7 0s.03.06-000650.nCT Puge 2 of 2




STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract#: 04-0120F4
Bay Area Branch

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallgjo, CA 94582-1133 e b

(707 649.5453 File#: 69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000692
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 02-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0659

Type of problem:

Welding [0 Conerete [J Other

Welding ] Curing [] Procedural Bridge No: 34-0006

Joint fit-up [] Coating [ Other [J  Component: PP40, OBG Segment 6AW
Procedural [] Procedural [] Description:

Reference Description: Unapproved Heat Straightening of Deck Plate Diaphragm

Description of Non-Conformance:

During random visual inspection of OBG Segment 6AW, this Caltrans Quality Assurance (QA) Inspector
observed the following:

-ZPMC personnel have performed heat straightening at various locations along the top flange of the Floorbeam
and the Deck Plate Diaphragm at Panel Point (PP) 40 in OBG segment 6AW.

-Heat Straightening work performed by ZPMC personnel deviated from the procedure shown on
HSR1(B)-8155. Heat signatures were observed on the Deck Plate Diaphragm and the top flange of the
Floorbeam. The internally approved HSR1 detailed heat straightening to be performed on the top flange of the
Floorbeam only.

-QA was informed by ABF personnel that HSR1(B)-8155 was issued to correct perpendicular alignment
between the Deck Plate Diaphragm and the Deck Plate.

-HSR1(B)-8155 denotes heat straightening of up to 25mm.

-Not all locations which received heat straightening were identified in HSRI1(B)-8155.

-The jack used during heat straightening was not positioned as detailed in the HSR1.

-The piece marks of the affected Floorbeams at PP40 are as follows; FB011-003, FB003-028, FB033-001. The
piece mark of the Deck Plate Diaphragm at PP40 is X1B.

-The Deck Plate Diaphragm is 716mm tall and 14mm thick.

-The weld numbers for the affected welds at PP40 are as follows: SSD12-PP040-005, SSD12-PP040-006,
SSD12B-PP040-003, FB003-028-004, FB003-028-005, FB011-003-003, FBO1 1-003-004, FB011-003-044,
FB033-001-092, FB033-001-093, and FB033-001-147.

-The members affected by the above mentioned heat straightening work are not designated as SPCM material.

For further information please reference the attached pictures.

‘Hz_ TL-15,Quality Assurance -- Non-Conformance Report Page I of 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 2 of 3 )

Segment: BAVW @) Panal Paint-40
PPA0 SEGMENT BAW.

Chain fall

CHAINFALL —

FB033-001-092

FB003-028-005
0900/2010-0

Applicable reference:

-Contract Special Provision, Section 8.3: “For material less than or equal to 16 mm thick the contractor shall

not heat straighten members more than 6 in 1000 without prior approval of the Engineer.”

-AWS D1.5/2002 Section 3.7.3; “Members distorted by welding shall be heat straightened by mechanical

means or by carefully supervised application of a limited amount of localized heat as approved by the engineer.

”

-HSR1(B)-8155

Who discovered the problem:  Manoj Prabhune

Name of individual from Contractor notified: CK Chang

Time and method of notification: 03-01-2010/ 10:35 / Verbal

Name of Caltrans Engineer notified: Bill Howe

Time and method of notification: 03-02-2010/ 08;00 / Verbal

QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: L] Yes[4] No

Contractor's proposal to correct the problem:

N/A

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh,(818) 292-0659, who represents the

ﬁz TL-15,Quality Assurance — Non-Conformance Report

Page2of 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3 )

Office of Structural Materials for your project.

Inspected By: Simonis,Jim QA Inspector

Reviewed By: Wahbeh,Mazen SMR

‘h}_ TL-15,Quality Assurance -- Non-Conformance Report Page3of 3




VT 54023, 5396 (, UF 11536 MF 1953, | 1968, 20495, 21500

—_— s REE Record# HSR1(B)-8155
E_;:_!_;B %I&E ﬁ% - JEZEERevision # 0

Heat Straightening Record(HSR1) ~  H#Date [2010.02.27
= EI¥% A HF San Francisco Oakland Bay Bridge
CALTRANS 04-0120F4 TEEEJOBY: ZP0o6-787
ZAcAssembly: JEE{E % /Quality Control Representative
#03 Sub-Assembly: e o L bl
ZEGird: BAW/EBW | EREEQby Assurance Manager~Approval
B Ef Tower. N/A " Lol 2 /7 [0
485 Weld No: See Sketch ! ' S
& E S Weld Map No: N/A
15 #2% Description of Condition
CauseR Welding distortion & E

Type of DefectikPEET — Welding distortion BELE
Inspection Method®@ & 7% Visual Hix

£t & 77 Disposition
st I8 £ TR (Defect Removal Method):  natural gas Joiks,
i ; e After finishing heat straightemng, the weld of the heat area shall perform NDT according to the
JR4NDE (Post-Removal NDE): spproved shop drawing RA/S, 4R EIAEE SRt S BT G T NDT 2041,
Control current . voltage and weld speed according to relevant WS, If necessary anti-deformation
#| IEF i (Corrective Action(s)): or hold down device can'lie-added . #E#EHITIWPS FEERERIBN, &EAIISELE. TIFLE,

T RITERRRATRIE. -
LIk M (Number of application): 1~3 g
I e v iz (Maximum temprature):<650°C

A7/ Sketch
ATRH-
o s T
¥ f=]
g ! | I I I | G
13
> '
SEG 677304, 206 300,30 AR/ jack ‘
B eqY_30q, 3y 74 o
[ ‘\F'\TVVVVVVYVVV'W\LVVVVVVVV‘UVV i
i% Y LV V'V V VYV V VYV 5 ¥V Vv VNV VvV V¥V VvV Vo :
. ; | : 30%8001. 24000 [ : 2500
Y #%*/Chain fall ok Y #F /Chain foll B

& RAEREHISmm
NOTE: the max defurmation is about25mm

™70 be signed when Closing HSR~Verify comnliénr;e and all necessary r=ports are ready to aﬁach*“
5 27 Yon huw = by e '
8% Rinspector: |, % F Signature: C e e
CW! # 07/2070]
Il Z8Z7£5 NDE Certification: Level Il Closing Date: 0 / D50y, U X
B4 QC Manager L/\/UQ,,.,//U,;- ## H#¥iReview Date; 3 ] ¥/ o

Note: All repair work shail be performed in accam#ance with applicable CALTRANS approved procedures, contract specifications and AWS D7 5
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#R787-QCP-1101

o [
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO. %% B787-UT-11535 DATE 2010.03.06 PAGE 1 OF1 Revision No: 0
PROJECT NO. : L2454 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
6AW+6BW X SEG027*/SEG029* .
2% (1R It THE4s 5

AWS D1.5-2002

REFERENCING CODE £#}{id

ACCEPTANCE STANDARD {57k

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. 48

WELDING PROCESS 84 1 JOINT TYPE #4557 CALIBRATION DUE DATE {338 iF45 %
FCAW T -JOINT Dec. 2857 2010
EQUIPMENT % MANUFACTURER i MODEL NO. 349 SERIAL NO. 5% %
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK ikt COUPLANT #5477 MATERIALITHICKNESS 43} 5L
AWS [IW BLOCK TYPE Il cMC A709M-345T2-X 14/20mm
TRANSDUCER #f:L
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE | FREQUENCY SIZE
el filE bk R=F filbi=AlE] bjilid HisR Rt
Changchao 70° 2,5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level #:3% R [ 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4 I DISCONTINUITY Aot s
. B
o w I = P
WELD z = o ~ |5_18 |8 _ |5 = i
z |9u |3 | & EslEszElED LOCATION OF DISCONTINUITY S| ¥
o <= wiE | 2 .23552355% FiE {7 w-s
I = B — — =
SR L 1} 42 L =]
RIS 2 E = Length Sound /| Dapth from From'X | From'Y g &
a b|lc|d KT Path Surface 85X SEY =
| s | a
SEG027*-306 70 32 Acc. | 100%
SEGD27*-302 1 70 A | 240|325 [+3] 10 89 6 0 780 REJ. | 100%
2 70 A | 2 |44)32| 4|+ 10 79 3 0 13200 | REJ. | 100%
3 70 A | 2 |44|32|5]+7] 15 89 4 +2 | 13500 | REJ. | 100%
4 70 A |l 24|32 4+6] 10 75 1 0 16800 | REJ. | 100%
SEG029*-311 1 70 A 1 (40| 32] 1 |+7| 10 38 10 0 490 REJ. | 100%
2 70 A 1 |141]32| 1 (+8]| 10 35 12 5 1200 | REJ. | 100%
3 70 A 1 ]40(32] 1 [+7] 10 36 12 -3 2620 | REJ. | 100%
AFTER HSR1(B)-8155
EXAMINED BY:4% REVIE)&?D BY #i#%
“‘/Em Xna chan w Do q0r3
LEVEL - Il S)IGN 1 lpate [0,05, 0 { LEVEL-Il SIGNY/' DATE (003, 0f
JRTEZ:30 / QCM Fl/°CUSTOMER
%< SIGN / Hill DATE % SIGN / i DATE

(FORM# ZPQC-UT01)




(ZPMcy

REPORT OF ULTRASONIC EXAMINATION

UTHGR 55

REPORT NO. R4S B787-UT-11535R1 DATE 2010.03.09 PAGE 1 OF1 Revision No: 0
PROJECT NO. : L% ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
6AW+6BW SEG027*/SEG029* .
A8 B Eiksy M TR&ES

WREFERENCING CODE ¥4

AWS D1.5-2002

ACCEPTANCE STANDARD %5471

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. 27455
ZPQC-UT-01

WELDING PROCESS }5'# 7

JOINT TYPE #4537

CALIBRATION DUE DATE {3 & 154 %40

SMAW T -JOINT Dec. 2857 2010
!EQUIPMENT w4 MANUFACTURER {il37j MODEL NO. B2 SERIAL NO. #5458
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK itk COUPLANT #4771 MATERIALITHICKNESS #4 &} i
AWS IIW BLOCK TYPE I C.M.C AT0O9M-345T2-X 14/20mm
TRANSDUCER #3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
Hill g% i il #E R+t il 7y bjilia iz R=F
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm Reference Level #:3¥ R i(Jif 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS 41 DISCONTINUITY FiEgid 5
5 u_' E 4.
WELD 2 3 |8 |lcl5_|2_18.l5a 3 :d
z., |28 2y H EE|se[E 8% 2 LOCATION OF DISCONTINUITY &= o
i) = w S = [7] = o ihe dafs f3o E 3=
DENTIFICATION |21k |25 |s2 | S B3 3582 AL (mm) 23 | =
<u|mZ |0 = E R O[E 2% g
& b 1 g 0 gs E 8 '-E-r E
FRAEAITR S S & = Sound | Depth from 5 o
= Length FromX | From'Y 0
a|lbfc|d K1 Path Surface %X VY o
e | mEmwe | o
SEG027*-302 iR1 | 70 32 ACC. | 100%
2R1 | 70 32 ACC. | 100%
3R1 | 70 32 ACC. | 100%
4R1 | 70 32 ACC. | 100%
SEG029*-311 1R1 | 70 32 ACC. | 100%
2R1 | 70 32 ACC. | 100%
3R1| 70 32 ACC. | 100%
AFTER B-WR10887, 10888
EXAMINED BY3: 15 REVIEWED BY 1%
(M‘T MIM .S'Am.l/l 2«w1 o'mj
LEVEL-Il SIGN / DA (9, 3. aQ? LEVEL -1l SIGN 1_} E(ATE (v.9L OCé
FAHEST / QCM | Fl/*CUSTOMER z
2% SIGN / Bl DATE % SIGN/ Hil DATE

(FORM# ZPQC-UT01)




@ REPORT OF MAGNETIC PARTICLE EXAMINATION
TR AR 45
|REPORT NO. i 442 B787-MT-21500 DATEH i1 2010.03.08 PAGE OFW® 11 Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
TEES: R P
DRAWING NO. SEG027* CALTRANS CONTRACT NO.:
04-0120F4
|iR=H 6FLOOR BEAM SPLICE WM LEES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B TZHRHE BF&S R EA RO
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT # % MANUFACTURER 3% MODEL NO. X8 SERIAL NO. #4452
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT
AC
4k R HLHE
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
BTy TR WA ) R
MATERIAL TO BE v WELDING #4:4: i i
Material & thickness A70SM-345T2-X
EXAMINED O CASTING #ff i
Eogilpzp s O FORGING i 14/20mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
R bt Rl
DISCONTINUITY AEE4E
WELD 1.D. TENGT T es] ACCEPT REJECT REMARKS
Mg INDICATION TYPE 1 g e 16 £k
E1-Ei E2it]
SEG027*-302 ACC. 100%MT
SEG027-303 ACC. 100%MT
SEG027*-305 ACC. 100%MT
SEG029*-306 ACC. 100%MT
SEG029*-307 ACC. 100%MT
SEGD29*-308 ACC. 100%MT
SEGD29*-310 ACC. 100%MT
SEGD29*-312 ACC. 100%MT
SEG029-313 ACC. 100%MT
AFTER HSR1(B)-8155
BLANK
EXAMINED BY X REVIEWED BY, # #
D S e
LEVEL -1l JSIGN %% | DATE B /0 .93, oF LEVEL-I  SIGN /! DATEEM /o, 3 0J
JEIHEE / QCM F FCUSTOMER
4% SIGN / 1 DATE &5 SIGN/ H i DATE

(FORM# ZPQC-MT01)




(ZPMcH

REPORT OF MAGNETIC PARTICLE EXAMINATION

%F SIGN / A} DATE

Tk R M4 5
REPORT NO. %545 B787-MT-19953 DATEH# 2010.03.08 PAGE OFTW# 11 Revision No: 0
PROJECT NO. T CONTRACTOR: SR
TITE%HE: . A P
DRAWING NO. SGE027"\SGED29* CALTRANS CONTRACT NO.:
; 04-0120F4
B8 FLOOR BEAM M TR S
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
HHIHEHD E:-3 BF&S R ERZM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7,2010
EQUIPMENT #:% MANUFACTURER 3 MODEL NO. #= %4 SERIAL NO. #E&:gE
MT YOKE PARKER B310S 5305 5617 5620
JMAGNETIZING METHOD Continuous magnetic yoke |CURRENT e
B4k T B R HL 3
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
Ie g At TRy 3 M P
MATERIAL TO BE v WELDING R4 Material & thickness ATUOM RS TEx
EXAMINED O CASTING &1 14, [ i
Pk Eop ol O FORGING &% 12/20 mm
WELDING PROCESS S TYPE OF JOINT R OINT
BEF % Pt sy
DISCONTINUITY gk
WELD I.D. JERGTTN ACCEPT REJECT REMARKS
Lt g L INDICATION TYPE i e il Bk
FB011-007-004 ACC. 100%MT
FB029-001-092 ACC. 100%MT
FB011-003-004 ACC. 100%MT
FB011-003-003 ACC. 100%MT
FB003-029-005 ACC. 100%MT
FB003-029-004 ACC. 100%MT
FB033-001-092 ACC. 100%MT
FB033-001-093 ACC. 100%MT
FB009-005-004 ACC. 100%MT
FB015-011-002 ACC. 100%MT
AFTER HSR1(B) - 8155
BLANK
EXAMINED BY %1 REVIEWED BY W
__Ding Acheng, D (ha A (\jﬂ‘ﬂ Sr:& L\)F)f
LEVEL -Il_SIGN ## / DATEHM [0.0 5 06? LEVEL-l  SIGN / DATEEAM [0.w05. 000
iS5 / QCM F1/ CUSTOMER

4 SIGN / B il DATE

(FORM# ZPQC-MT01)




(ZPMC)

REPORT OF MAGNETIC PARTICLE EXAMINATION

TR R B4R 25
REPORT NO. iR & 432 B787-MT-19968 DATEH i 2010.03.08 PAGE OFTWE 11 Revision No: 0
PROJECT NO. A CONTRACTOR: S
THE%S: i bii
DRAWING NO., SEG027*/SEG020* CALTRANS CONTRACT NO.:
04-0120F4
E5: 6AW+6BW DECK PLATE SPLICE MHITEES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEMERTG H2irHE BREHE { B HEER 3N
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°T 2010
EQUIPMENT # % MANUFACTURER 3}l 7§ MODEL NO. f:48 SERIAL NO. #&:m2
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT "
R4k B B R et
PARTICLE TYPE Dry magnet. powder YOKE SPACING
70~150mm
2 AR TR T4 iE vE
IMATERIAL TO BE v WELDING : i i
e Material & thickness P
EXAMINED O CASTING #t o4, FLHE
Lok Pt O FORGING it 14/20mm
N OCE
WELDING PROCESS AN TYPE OF JOINT TIoN
PR 1REEARY
WELD L.D DISCONTINGITY A15 bt ACCEPT REJECT REMARKS
. INDICATION TYPE e e P P
fi7m Egid]

SEG027*-304 ACC. 100%MT

SEG027*-306 ACC. 100%MT

SEGO027*-300 ACC. 100%MT

SEG027*-301 ACC. 100%MT

SEG029*-309 ACC. 100%MT

SEG029*-311 ACC. 100%MT

AFTER HSR1(B)-8155
BLANK
Ll

EXAMINED BY 4§ REVIEWED BY £
Cai xin xin CGV XTP\ Xin Gng W@I'
|LEVEL -1l SIGN 4% DATER i Jo.ad. of LEVEL-lI SIGN} ! DATERl [p .0) 7z
IS / QCM H/*CUSTOMER

¥ SIGN / HlJl DATE

27 SIGN / Al DATE

(FORM# ZPQC-MT01)




CZBmMcH

REPORT OF MAGNETIC PARTICLE EXAMINATION

¥ SIGN/ B3I DATE

Rk R 4R 45
REPORT NO. %545 B787-MT-21499 DATEE#1 2010.03.08 PAGE OFWE 11 Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 i CALTRANS
TE4%E: A P
DRAWING NO. SEGO027* CALTRANS CONTRACT NO.:
1 04-0120F4
3R 6FLOOR BEAM SPLICE WM TRE S
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEI YD iR BFES LK EA RO
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28% 2010
EQUIPMENT ## MANUFACTURER #3575 MODEL NO. ##2 SERIAL NO. #4458
MT YOKE PARKER B310S 5395 5617 5620
WMAGNETIZING METHOD Continuous magnetic yoke |CURRENT
AC
Bk B e H S 1
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
oy A TR REAERIEE
|MATERIAL TO BE VY WELDING ##4¢: i i
Material & thickness AT09M-345T2-X
EXAMINED O CASTING #fi: BH, B
i E O FORGING & 20/12/22mm
WELDING PROCESS EoALY TYPE OF JOINT R
P B AT
DISCONTINUITY A3k 4
WELD I.D. TENGTI T es] ACCEPT REJECT REMARKS
PLgE Y INDICATION TYPE * e g Jtle o
b1 b Lt
FB011-007-044 ACC. 100%MT
FB029-001-093 ACC. 100%MT
FB029-001-147 ACC. 100%MT
FB009-005-044 ACC. 100%MT
FB009-005-003 ACC. 100%MT
FB015-011-011 ACC. 100%MT
FB015-011-004 ACC. 100%MT
AFTER HSR1(B)-8155
BLANK
EXAM ED BYE# J REVIEWED BY #i#
NG, /4 O‘%@"‘l ‘f\u__la,l?q,‘
LEVEL I #lGN Pl DATEH i 43, of JLEVEL-l  SIGN ! DATEBM [003 of
FitEE / QoM A CUSTOMER

%< SIGN / H il DATE

(FORM# ZPQC-MT01)




Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u o R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120/ Fax (510) 839-0666

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 25-Jun-2010

333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000682 Rev: 01
Ref: 05.03.06-000650

Subject: NCR No. ZPMC-0659

Contractor's Proposed Resolution:

Reference Resolution: ZPMC QA has issued an internal NCR and advised to Technical Department to provide more detailing when issuing
HSRs to prevent this from occurring again.

ZPMC has revised the HSR to reflect all areas observed being heat straightened. In addition, updated weld maps which shot the fillet welds
which were turned into CJP welds have been attached as well as other requested weld maps from ZPMC. ZPMC QA has issued an internal
NCR and advised to Technical Department to provide more detailing when issuing HSRs to prevent this from occurring again. Based on these
actions, previously submitted NDT reports which show the affected welds are acceptable and that this work item was removed from the
punchlist prior to shipment, ZPMC requests closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000682R01,

Caltrans' comments: Status: REJ
Date: 07-Jul-2010

The Department will not consider this NCR closed until the following issues are addressed:

1. the locations of the added temporary welds are not shown on the revised HSR1.

2. not all the weld maps supplied are applicable to the repair locations or the piece marks and weld numbers listed in the NCR.
3. NDT records for the welds listed in the NCR have not been submitted completely.

Submitted by:  Woo, Laraine Date: 07-Jul-2010
Attachment(s):

‘E}'I Page 1 of 1



@ . No. B-802
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-6-25
REGARDING: NCR-000692(ZPMC-0659)

ZPMC acknowledged this issue and has written an internal NCR. As talked with ZPMC technical
department, the future HSR1s will be issued with more detail method what will be used in field.
And will be available to department’s inspector to review. This issue has been rectified before the
loading of OBG shipment 2. The relevant item has been verified and removed from punchlist by
department’s representative. ZPMC is providing the revised HSR1 and weld maps show the detail
method what ZPMC used of this rectification and the affected locations. Based on this, please
consider closure of this NCR.

ATTACHMENT:

NCR-000692(ZPMC-0659)

HSRI(B)-8155 ‘
WELD MAPS ASSOCIATING WITH HSR1(B)-8155

b~ (1



DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

m Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 03-Mar-2010
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-SF-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson ~ Project/Fabrication Manager Document No: 05.03.06-000650
Subject: NCR No. ZPMC-0659

Reference Description:  Unapproved Heat Straightening of Deck Plate Diaphragm

The attached Non-Conformance Report describes an occurrence where the contractor. did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control.
] Non-Conformance Resolved.
Material Location: OBG Lift: 06
Remarks:
During random visual inspection of OBG Segment 6AW, this Caltrans Quality Assurance (QA) Inspector observed the following:
-ZPMC personnel have performed heat straightening at various locations along the top flange of the Floorbeam and the Deck Plate
Diaphragm at Panel Point (PP) 40 in OBG segment 6AW.
-Heat Straightening work performed by ZPMC personnel deviated from the procedure shown on HSR1(B)-8155. Heat signatures were
observed on the Deck Plate Diaphragm and the top flange of the Floorbeam. The internally approved HSR1 detailed heat straightening
to be performed on the top flange of the Floorbeam only. y
-QA was informed by ABF personnel that HSR1(B)-8155 was issued to correct perpendicular alignment between the Deck Plate
Diaphragm and the Deck Plate.
-HSR1(B)-8155 denotes heat straightening of up to 25mm.
-Not all locations which received heat straightening were identified in HSR1(B)-8155.
-The jack used during heat straightening was not positioned as detailed in the HSR1.
-The piece marks of the affected Floorbeams at PP40 are as follows: FB011-003, FB003-028, FB033-001. The piece mark of the Deck
Plate Diaphragm at PP40 is X1B.
-The Deck Plate Diaphragm is 716mm tall and 14mm thick.
-The weld numbers for the affected welds at PP40 are as follows: SSD12-PP040-005, SSD12-PP040-006, SSD12B-PP040-003,
FB003-028-004, FB003-028-005, FB011-003-003, FB011-003-004, FB011-003-044, FB033-001-092, FB033-001-093, and
FB033-001-147.
-The members affected by the above mentioned heat straightening work are not designated as SPCM material.

For further information please reference the attached pictures.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the

resolution of this issue is expected within 7 days.

N7 0s5.03.06-000650NCT Page 1 of 2



NCT
( Continued Page 2 of 2 )

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0659

cc:  Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao
File: 05.03.06

h;_' 03.03.06-000650, NCT Page 2 of 2



STATE OF CALIFORNIA—-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Govemnor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch P TSI
690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 File#: 69.25B
(707) 649-5453 ' '

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000692
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 02-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island =~ NCR #: ZPMC-0659

Type of problem:

Welding [] Concrete [1 Other

Welding [ Curing [] Procedural Bridge No: 34-0006

Joint fittup [] Coating [1 Other [0  Component: PP40, OBG Segment 6AW
Procedural [] Procedural [] Description:

Reference Description: Unapproved Heat Straightening of Deck Plate Diaphragm

Description of Non-Conformance:

During random visual inspection of OBG Segment 6 AW, this Caltrans Quality Assurance (QA) Inspector
observed the following:

-ZPMC personnel have performed heat straightening at various locations along the top flange of the Floorbeam
and the Deck Plate Diaphragm at Panel Point (PP) 40 in OBG segment 6AW.

-Heat Straightening work performed by ZPMC personnel deviated from the procedure shown on
HSR1(B)-8155. Heat signatures were observed on the Deck Plate Diaphragm and the top flange of the
Floorbeam. The internally approved HSR detailed heat straightening to be performed on the top flange of the
Floorbeam only.

-QA was informed by ABF personnel that HSR1(B)-8155 was issued to correct perpendicular alignment
between the Deck Plate Diaphragm and the Deck Plate.

-HSR1(B)-8155 denotes heat straightening of up to 25mm.

-Not all locations which received heat straightening were identified in HSR1(B)-8155.

-The jack used during heat straightening was not positioned as detailed in the HSR1.

-The piece marks of the affected Floorbeams at PP40 are as follows: FB011-003, FB003-028, FB033-001. The
piece mark of the Deck Plate Diaphragm at PP40 is X1B.

-The Deck Plate Diaphragm is 716mm tall and 14mm thick.

-The weld numbers for the affected welds at PP40 are as follows: SSD12-PP040-005, SSD12-PP040-006,
SSD12B-PP040-003, FB003-028-004, FB003-028-005, FB011-003-003, FB011-003-004, FB011-003-044,
FBO033-001-092, FB033-001-093, and FB033-001-147.

-The members affected by the above mentioned heat straightening work are not designated as SPCM material.

For further information please reference the attached pictures.

’H:L TL-15,Quality Assurance -- Non-Conformarnce Report Page lof'3



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3 )

HEAT srm\mmﬁu_ i i Segment: GAW @ Panal Point-40

Chain fatl

fanel dizphragm

Upper floor Baam flangs

X1B

CHAIN FALL / /

FB033-001-092

FBO03-028-005

Applicable reference:

-Contract Special Provision, Section 8.3: “For material less than or equal to 16 mm thick the contractor shall
not heat straighten members more than 6 in 1000 without prior approval of the Engineer.”

-AWS D1.5/2002 Section 3.7.3; “Members distorted by welding shall be heat straightened by mechanical
means or by carefully supervised application of a limited amount of localized heat as approved by the engineer.
-HSR1(B)-8155

Who discovered the problem: Manoj Prabhune

Name of individual from Contractor notified: CK Chang

Time and method of notification: 03-01-2010/10:35 / Verbal

Name of Caltrans Engineer notified: Bill Howe

Time and method of notification: 03-02-2010/ 08:00 / Verbal

QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: [ Yes[4 No >
Contractor's proposal to correct the problem:

N/A

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh,(818) 292-0659, who represents the

‘hz_ TL-15,Quality Assurance -- Non-Conformance Report Page2of 3



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3 )

Office of Structural Materials for your project.

Inspected By: Simonis,Jim QA Inspector

Reviewed By: Wahbeh,Mazen SMR

‘hz_ TL-15,Quality Assurance -- Non-Conformance Report Page s of 3



KIRIEIDR
Heat Straightening Record(HSR1)

£E Record# HSR1(B)-8155

M A Revision # 1

HH#fDate  [2010.02.27

CALTRANS #04-0120F4

S [F#Z 57 San Francisco Oakland Bay Bridge
T##5JOB#: ZP06-787

ZALAssembly: JE#HL# Quality Control Representative
#B#ESub-Assembly: o > (12
FEGIrd: BAW/EBW JE# 222 (Qlality Assurance Managér—-Approval
#8 Tower: N/A Lan psn frunns

/2455 Weld No: See Sketch (EERle

1248 4[5S Weld Map No: See Sketch :

& #52 Description of Condition

Causea[H Welding distortion [542 &

Type of DefectiiiGassd  Welding distorfion BEETZ
Inspection Methodf& & A7 Visual Hig

£k E 7 Disposition

TIEER 5 &= (Defect Removal Method):  natural gas A=,

i " After finishing heat straightening, the weld of the heat area shall perform NDT according fo the

J5 &ANDE(Post-Removal NDE): approved shop drawing EA/E, FHEEAERI AEBEEHATNDT 25,

Control current . valtage and weld speed according to relevant WPS. If necessary anti-deformation
or hold down device can be added . #F#E15FHTWPS B EERFE B, BENEZEL. WELE,
BT {E T R 2T AT R IE

£ FE 5 jli(Corrective Action(s)):

SCH R 2 (Number of application):1~3
(75 1o v 12 (Mlaximum temprature):<650 C

/&7 & Sketch

H.S Dotei 2olo. 3|

27880

B/
% B
[ Vv v VvV Y Vv v Vv v vV Vv v V'V k' KA V. VvV VvV Vv Vv vV ¥V VvV ¥ _w W 14
| YV V VvV ¥V ¥ ¥ Y V- VvV vV VvV ¥V vV vV VvV VvV ¥ VvV ¥V VvV V V ¢ ¥V ¥ 720 B
| ] 3A0%800=24000 [ | 2500 |
Y @#/Chain fcll Ama Y ## /Chcin fall g8

i RAEAEH25mm
NOTE: the max deformaotion is obout25mm

***Tq be signed when Closing HSR~Verify compliance and all necessary reports are ready to attach***

” 4 B A
¥ 3% 7 Inspector: j—-‘ Tﬂﬂhm =5 Signature: :{; #h R Pl
CWi # 0712070] e
7T 57 /% NDE Certifcation: Level Il Closing Date: 2ofo ©03.0
—
Fiir4#QC Manager aal v (A~ & 1% B §iReview Date: 2 / q /-

Note: All repair work shall be performed in accor
2002.

}ance with applicable CALTRANS approved procedures, contract 's;.‘»eciﬁc'aticns and AWS D1.5

#R787-QCP-1101

Qﬁﬂw% lwl LVU:W =
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Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u o R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 15-Jul-2010

333 Burma Road Contract No.: 04-0120F4
Oakland CA 94607 04-SF-80-13.2/ 13.9

Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000682 Rev: 02
Ref: 05.03.06-000650

Subject:  NCR No. ZPMC-0659

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing the revised HSR1. NDT required by the response to RFI-02083R00 will be done in the US as
this component is no longer at ZPMC. Based on this and previously submitted documentation.

ZPMC is providing the revised HSR1. NDT required by the response to RFI-02083R00 will be done in the US as this component is no longer at
ZPMC. Based on this and previously submitted documentation. ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000682R02;

Caltrans' comments: Status: REJ
Date: 19-Jul-2010

The NCR was issued on March 2, 2010, and the final revision to the HSR was made last week, the dates need to coincide with each other.

Submitted by:  Woo, Laraine Date: 19-Jul-2010
Attachment(s):

‘E}'I Page 1 of 1



@ No. B-822
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-7-14
REGARDING: NCR-000692(ZPMC-0659)

ZPMC is providing the revised HSR1, what shows the detailing method used on site. Based on
this and with the previously submitted NDT records, ZPMC is requesting closure of this NCR.

ATTACHMENT:
NCR-000692(ZPMC-0659)
HSRI(B)-8155 R1

1 o

T4 [




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

&/trans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 03-Mar-2010
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-SF-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000650
Subject: NCR No. ZPMC-0659 *

Reference Desceription:  Unapproved Heat Straightening of Deck Plate Diaphragm

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
] Recurring QC issue that constitutes a systematic problem in quality control.
[J Non-Conformance Resolved.
Material Location: OBG Lift: 06
Remarks:
During random visual inspection of OBG Segment 6A W, this Caltrans Quality Assurance (QA) Inspector observed the following:
-ZPMC personnel have performed heat straightening at various locations along the top flange of the Floorbeam and the Deck Plate
Diaphragm at Panel Point (PP) 40 in OBG segment 6AW. :
-Heat Suaightening work performed by ZPMC personnel deviated from the procedure shown on HSR1(B)-8155. Heat signatures were
observed on the Deck Plate Diaphragm and the top flange of the Floorbeam, The internally approved HSR detailed heat straightening
to be performed on the top flange of the Floorbeam only.
-QA was informed by ABF personnel that HSR1(B)-8155 was issued to correct perpendicular alignment between the Deck Plate
Diaphragm and the Deck Plate.
-HSRI(B)-8155 denotes heat straightening of up to 25mm.
-Not all locations which received heat straightening were identified in HSR1(B)-8155,
-The jack used during heat straightening was not positioned as detailed in the HSRI.
-The piece marks of the afTected Floorbeams at PP40 are as follows: FB011-003, FB003-028, FB033-001. The picce mark of the Deck
Plate Diaphragm at PP40 is X1B.
-The Deck Plate Diaphragm is 716mm tall and 14mm thick.
-The weld numbers for the affected welds at PP40 are as (ollows: SSD12-PP040-005, SSD12-PP040-006, SSDI12B-PP040-003,
FB003-028-004, FB003-028-005, FBO11-003-003, FB011-003-004, FBO11-003-044, FB033-001-092, FB033-001-093, and
FB033-001-147.

-The members affected by the above mentioned heat straightening work are not designated as SPCM material.

For further information please reference the attached pictures.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the

resolution of this issue is expected within 7 days.

N2 vs0306.0006508CT Page 1 of 2




NCT

( Continned Page 2 of 2 )

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0659

ce: Rick Morrow, Gary Pursell, Peter Sicgenthaler, Stanley Ku, Brian Boal, Jason Tom. Contract Files, Ching Chao
File: 05.03.06

N2 0s.03.06.0006508CT Page 2 of 2




STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION s 8
DIVISION OF ENGINEERING SERVICES ﬁ P
Office of Structural Malerials ¢ A
Quality Assurance and Source Inspection e
Contract # 04-0120F4
Bay Area Branch T T i
£90 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallgjo, CA 94592-1133 Nen e g
(707) 649-5453 Flers 760,950
(707) 649-5493
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000692
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 02-Mar-2010

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), bhangxing Island NCR #: ZPMC-0659

Type of problem:

Welding [J Concrete [ Other
Welding L1 Curing L1 Procedural Bridge No: 34-0006
Joint fit-up [] Coating [ Other [1  Component: PP40, OBG Segment 6AW

Procedural [] Procedural [J Description:
Reference Description: Unapproved Heat Straightening of Deck Plate Diaphragm

Description of Non-Conformance:

During random visual inspection of OBG Segment 6AW, this Caltrans Quality Assurance (QA) Inspector
observed the following:

-ZPMC personnel have performed heat straightening at various locations along the top flange of the Floorbeam
and the Deck Plate Diaphragm at Panel Point (PP) 40 in OBG segment 6AW.

-Heat Straightening work performed by ZPMC personnel deviated from the procedure shown on
HSRI(B)-8155. Heat signatures were observed on the Deck Plate Diaphragm and the top flange of the
Floorbeam. The internally approved HSR1 detailed heat straightening to be performed on the top flange of the
Floorbeam only.

-QA was informed by ABF personnel that HSR1(B)-8155 was issued to correct perpendicular alignment
between the Deck Plate Diaphragm and the Deck Plate,

-HSRI1(B)-8155 denotes heat straightening of up to 25mm.

-Not all locations which received heat straightening were identified in HSR1(B)-8155.

-The jack used during heat straightening was not positioned as detailed in the HSRI.

-The piece marks of the affected Floorbeams at PP40 are as follows: FB011-003, FB003-028, FB033-001. The
picce mark of the Deck Plate Diaphragm at PP40 is X1B.

-The Deck Plate Diaphragm is 716mm tall and 14mm thick.

-The weld numbers for the affected welds at PP40 are as follows: SSD12-PP040-005, SSDI12-PP040-006,
SSD12B-PP040-003, FB003-028-004, FB003-028-005, FB011-003-003, FBO11-003-004, FBO11-003-044,
FB033-001-092, FB033-001-093, and FB033-001-147.

-The members affected by the above mentioned heat straightening work are not designated as SPCM material.

For further information please reference the attached pictures.

ﬁf_ TL-13.Quality Assurance -- Non-Conformance Report P Laf3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

( Continued Page 2 of 3 )

Segment: AW @ Panel Boint-40

Chainfall

08l diaphragm

By

CHAINFALL —

/ FB033-001-092
/s

FB003-028:005
0900/2010-03-01

Applicable reference:

-Contract Special Provision, Section 8.3: “For material less than or equal to 16 mm thick the contractor shall
not heat straighten members more than 6 in 1000 without prior approval of the Engineer.”

-AWS DI.5/2002 Section 3.7.3; “Members distorted by welding shall be heat straightened by mechanical
means or by carefully supervised application of a limited amount of localized heat as approved by the engineer.
-HSR1(B)-8155

Who discovered the problem:  Manoj Prabhune

Name of individual from Contractor notified: CK Chang

Time and method of notification: 03-01-2010/ 10:35 / Verbal

Name of Caltrans Engineer notified: Bill Howe

Time and method of notification: 03-02-2010/08:00 / Verbal

QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: L] Yes No

Contractor's proposal to correct the problem:

N/A

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh,(818) 292-0659, who represents the

w7 = L i i T -
hl TL-15,Quality Assurance -- Nou-Conformance Report Page 26f.3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

( Continned Page 3 0f 3 )

Office of Structural Materials for your project.

Inspected By: Simonis,Jim QA Inspector

Reviewed By: Wahlibeh,Mazen SMR

n3 ' Fr (e e P - o T
h& TL-15.Quality Assurance - Non-Conformance Report Pujie '3




. REE Record#
KI &“ IE ﬁﬁ &5 Revision #

HSR1(B)-8155

1

Heat Straightening Record(HSR1) H#]Date [2010.03.01
S AHF San Francisco Oakland Bay Bridge
CALTRANS #04-0120F4 T/ 5 JOB#: ZP06-787
$EAtAssembly: SR /Quality Control Representative
% Sub-Assembly: A 2 [ / [=
HE Gird: BAW/GBW ﬁfﬁééﬁ’/(}damy Assurance Manager~Appr0vai
H B Tower: N/A Loiin U [ 4441
Fi4t-5Weld No: See Sketch \
M4 85 Weld Map No: See Sketch
15 #% Description of Condition ]
Causelq A Welding distortion B )%

Type of Defectit[5RE!  Welding disfortion it &

Inspection Methodf& Tt 77 Visual

H A

£ B 7 Disposition

5 LR (Defect Removal Method):  natural gas RoA =

Ja4ENDE(Post-Removal NDE):

After finishing heat straightening, the weld of the heat area shall perform NDT according to the

approved shop drawing BAE, #IERNHERN BB FEEHRTNDT £5.

4| IS Hi(Corrective Action(s)):

Control current . voltage and weld speed according to relevant WPS. IF necessary anti-deformation
or hiold down device can be added . fF#EHAZHIWPS FIEESISHIHINE, HERIGRGNE. a2,

o (A R 2 T I IE .

SE i kB (Number of application): 1~3

I i i S5 (Maximum temprature):<650 C

5T Sketch
‘r H 27HRO H .‘;A
B e mSS g

#i¥ /Chain foll | =

£ BRAXAEHISMm

| =]
D A=a I Y @& /Chain fall

GO0 Temporary fixture

(Temporary fixture shall be removed after heat streightening.)

NQOTE: the max deformation is about25mm

1 [
K/ /’/S D-t' /
o y 0\6\ 249
‘al‘:”
I ¥y 3 vV VvV VY VYV V¥V ¥V V¥V V VY YV VW Y NV ¥V ¥ v oUW T
| b S Y ¥V ¥V V VOV VvV vV vV VvV VvV Vv Yy ¥ ¥ V Y wn r-30 [
| A0#B00=21000 | 500 |

***To be signed when Closing HSR~Verify compliance and all necessary repor”ts are ready to attach***

a3 i Inspector: Li Yoahua %" Signature: ?*:- %dv-\ il 2000 .3
cwi# 0712079 ' 5
I ZBE7 1} NDE Centification: Level Il ' Closing Date: pk / 0. 93, 8
Tt 23 QC Manager //M/,r i /,,_,_V ¥ F fiReview Date: Z/g{' /[a

2002.

Note: All repair work shall be performed in accorddnce with applicable CALTRANS approved procedures, contract specifications and AWS D1.5

#R787-QCP-1101

ATFM L'/\ IML/L' Z/‘//o




Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u o R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 27-Aug-2010

333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000682 Rev: 03
Ref: 05.03.06-000650

Subject:  NCR No. ZPMC-0659

Contractor's Proposed Resolution:
Reference Resolution: ZPMC is submitting the HSR with the revised date which shows the changes made occurred on 7/15/2010.

ZPMC is submitting the HSR with the revised date which shows the changes made occurred on 7/15/2010. The work referenced on the HSR
still took place on 3/3/2010 but the revisions of the HSR required for closure of this NCR were done subsequently. Based on this revisions and
previously submitted acceptable NDT results, ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000682R03;

Caltrans' comments: Status: CLO
Date: 31-Aug-2010

The submitted documentation is sufficient to close this NCR.

Submitted by:  Woo, Laraine Date: 31-Aug-2010
Attachment(s):

‘E}'I Page 1 of 1



Heat Straightening Record(HSR1)

&€ Record # HSR1(B)-8155

K LILIE TR

JR 75 Revision # 2

H#iDate  2010.07.15

CALTRANS #04-0120F4

S AR AHF San Francisco Oakland Bay Bridge

TEBEJIOBE: ZPO6-787

#AtAssembly: S kg1t /Quality Control Representative
#i%Sub-Assembly: A =24 /1t //o

P B Gird: BAW/BBW S #2252 /(Qualily Assurance Manager-Approval
BB Tower: N/A -

5455 Weld No: See Sketch

J74% 3 B 5 Weld Map No:

See Sketch

181 #4% Description of Condition

Causel A

Welding distortion 226

Type of Defectfh [EERT

Welding distortion %% /B

Inspection Methodf 7t /5 &

Visual Hfs

£ & 7 Disposition

TR TG %I 77 7 (Defect Removal Method):

natural gas KA,

Je4ENDE(Post-Removal NDE):

After finishing heat straightening, the weld of the heat area shall perform NDT according to the
approved shop drawing A5, HBELCERNHEBEIEHETNDT B,

Control current . voltage and weld speed according to relevant WPS. If necessary anti-deformation

4 IF 15 i (Corrective Action(s)):

or hold down device can be added . {F/EHVHIWPS 1TEERIES GBI, BEFEERL, WAL,

AT it = 2578 e AT

Sl X B (Number of application). 1~3

(B i v [ (Mlaximum temprature): <650 C

7457 & Sketch

278480

§£M

789t1=-pO=PALEDs ] - J§

[ e e e W ¥ W N W W W W W WV VV VOV OV V¥V OV W o o
Yy V ¥ Y ¥V ¥ Y ¥ ¥ Y x74_te30
| |

Y '} Y _V_V _V_Vy ¥ Y Y ¥ VvV ¥
G T0:F00=73000 I\-_.'; 1
@

'l
##/Chain fall e p o S e I F 500" TChilFII
%M_Tumpurury ficture 5007 R0D /Chain fal

(Temporary fixture shall be removed after heat straightening.)
i RAEBEH25mm
NQOTE: the max deformation is about25mm

***To be signed when Closing HSR~Verify compliance and all necessary reports are ready to attach***

k38 7 Inspector: é Yom Juan % F Signature: ’%L‘( %’3\ ﬁf’ 2101°.%. L
CWi # 2712-0]0] v
1T ZZEF NDE Certification: “Level Il Closing Date: w (O, L, oF%
JFifr £ #QC Manager L/\/\_A\_; Vo & ¥ H {fiReview Date: 3 [ ) / [

2002

Note: All repair work shall be performed in accorﬂ(ance with applicable CALTRANS approved procedures, contract spacifications and AWS D1.5

#R787-QCP-1101

T




STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 Fi |e # XX.25A
(707) 649-5453 . AX.LOf

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, P.R. China Report No: NCS-000745
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  01-Sep-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0659

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [J Coating L1 Other (]  Component:

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten:  02-Mar-2010

Description of Non-Conformance:

During random visual inspection of OBG Segment 6AW, this Caltrans Quality Assurance (QA) Inspector
observed the following:

-ZPMC personnel have performed heat straightening at various locations along the top flange of the Floorbeam
and the Deck Plate Diaphragm at Panel Point (PP) 40 in OBG segment 6AW.

-Heat Straightening work performed by ZPMC personnel deviated from the procedure shown on
HSR1(B)-8155. Heat signatures were observed on the Deck Plate Diaphragm and the top flange of the
Floorbeam. Theinternally approved HSR1 detailed heat straightening to be performed on the top flange of the
Floorbeam only.

-QA wasinformed by ABF personnel that HSR1(B)-8155 was issued to correct perpendicular alignment
between the Deck Plate Diaphragm and the Deck Plate.

-HSR1(B)-8155 denotes heat straightening of up to 25mm.

-Not all locations which received heat straightening were identified in HSR1(B)-8155.

-The jack used during heat straightening was not positioned as detailed in the HSR1.

-The piece marks of the affected Floorbeams at PP40 are as follows. FB011-003, FB003-028, FB033-001. The
piece mark of the Deck Plate Diaphragm at PP40 is X 1B.

-The Deck Plate Diaphragm is 716mm tall and 14mm thick.

-The weld numbers for the affected welds at PP40 are as follows: SSD12-PP040-005, SSD 12-PP040-006,
SSD12B-PP040-003, FB003-028-004, FB003-028-005, FB011-003-003, FB011-003-004, FB011-003-044,
FB033-001-092, FB033-001-093, and FB033-001-147.

-The members affected by the above mentioned heat straightening work are not designated as SPCM material.

For further information please reference the attached pictures.
Contractor's proposal to correct the problem:
Provide an updated HSR1 detailing work that was performed in the field.

TL-16,QA -- Non-Conformance Resolution Page 1 of 2



QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 2 )

Corrective action taken:

Contractor has submitted an HSR1 detailing the actual methods used during heat straightening along with
subsequent NDT data verifying welds are in conformance with Contract weld quality requirements. Additional
work isrequired at said locations which will take place in Oakland in accordance with RFI 2083

Did corrective action require Engineer's approval ? [] Yesl¥l No

If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yes¥l No
Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Jim Simonis, who represents the Office of Structural
Materials for your project.

Inspected By: Simonis,Jim Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

TL-16,QA -- Non-Conformance Resolution Page 2 of 2
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